Aero Design Ltd. 


Work Order Control Sheet 
Work Order#; 2016-99 Date Opened: 04 Aueust 2016 Tîtie: Fabrication 


Aircraft OEM: Airbus Helicopters 
Aîrcraft Mode!: AS350/AS355 
Product Type: Beams 
Product Mode!: Forward 
Quantity: 30 


Work Order Contents 
initial or N/A 
Component Compietion 
As Instructed 
Work Order/Build Sheets (Procédures Provided) 
JC 
Quantity Complété on This Work Order 
30 


Additional Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
N/A 


Drawings (See List Below) 
JC 
Further Processing Required Before Release 
N/A 


Parts Distribution Sheet 
JC 
Release to Stock as Components 
N/A 
Sub Component Tags 
N/A 


Completed Certification (Original) 
JC 
Certification 
initiai or N/A 
Time Sheet (R&D) 
N/A 
Form One Completed 
JC 


Notes 
N/A 
Serviceable (Green) Tag Completed 
N/A 


In Process (Yellow) Tag Completed 
N/A 


Build Sheet Contents 
Unserviceable (Red) Tag Completed 
N/A 


Tasks Initialled 
JC 
Parts Tracking Tags (White) Completed 
JC 
Dual Inspections Initialled 
JC 
Parts Placed in Stores for Distribution 
JC 


Additional Documentation 
initial or N/A 


Drawing List 
Drawing # 
Rev# 
Description 
Initiai or N/A 
Documentation of a minor change 
JC 


78634 
2 
Forward Beam 
JC 
Non-Conformance Report Required 
N/A 


78635 
0 
Forward Beam 
JC 
Service Difficulty Report Required 
N/A 


Billing 


Local (Aero Design) 
JC 
Research and Development 
N/A 


Third Party 
N/A 


Traveiier 
Notes 


78634 Rev. 1 with minor change is 78634 Rev. 2 


78634 Rev. 2 
is 78635 Rev. 0 


I 
l/îï d 


Work performed by; 
Print: D. Bartfai 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Approved Manufacturing Facility 73-04 


Print: J. Rekve 


Print: 
Form 20 


CA: AD07 


SCA: ADOl 


SCA: A\i^7V 


Date: 


Date: 


Date: 


18-Jan-17 


18-Jan-17 


Rev. Original 23 Sep 2014 


r 


^ 
Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
r \ 1? 
O 
AMF 73-04 
Nomenclature: f~u.)n 
taA 
No. of pièces: /O 
Manufacturer: AxiCn 1^5/a,o 
Part No.: 
~ 1^ 
^Serial/Batch No.: 
TTSN: Kl/A 
^TSO:_Ai^A 
^ Rem.: hJÂ^ 
<U 


Work Order No.: 
Remaining Tasksto be Performed: {/JeJiè . 
piac^ 


Signature: 
. 
Date : 
5'*'y9^lh 
Lie. No./SCA AD-O'^ 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@)aerodesign.ca 
AMF 73-04 


Remarks 
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Aero Design Ltd. 
j 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 ' 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
No. of pièces: 
I 
Nomenclature:_Uf:OilJJig 
Manufacturer: Aé<T) 
Part No.: 
-CÎ)*^ 
Serial/Batch No.: I 60 ^3 
TTSN: SVA 
TSO: 
Rem.: A/A 
<U 
Work Order No.: 
t—r— 
— 
RemainingTasksto be Performed: L^Wir) i 
, 


u 
O 


Signature:, S 
Date: Aaû 
Lie. No. / SCA /^D-Û^ 
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Aero Design Ltd. 
/ 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info(a>aerodesign.ca 
^ 
AMF 73-04 
Nomenclature:CT" 
No. of pieces:_ 
Manufacturer: A f 
Part No.: / 
f 
~ // 
Sériai / Batch No.: IHj 03 
j/î 
TTSN: 
/V/4 
TSO: A^/A 
Rem.: h// A 
CJ 
u 
Work Order No.: 
OJL — /A, 
RemainingTasks to be Performed: \n^/H l'u 


Signature: 
Dater F>L 
/ 7 
O/L^ 
Date: 
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Aero Design Ltd. 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info(S)aerodesign.ca 


AMF 73-04 
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(/) 
t/) 
Q) 
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Ql 
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r 


Il 
Aero Design Ltd. 
/S 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
Phone; 604-483-2376 Fax: 604-483-2372 É-mall: lnfo(S>aerodeslgn.ca 
^ 
AMF 73-04 


Nomenclature: 
No. of pièces: 
Manufacturer: 
\^<pÇfay^ ~nr~ 
Part No.: 
- / j 
Serial/Batch No.: I io O 
TTSN: 
TSO: l\VA 
Rem.: I\J/A 
<U 
Work Order No.: QO/b 
Remaining Tasks to be Performed: i\Jp. lr) 
>.l pkcP 


U 
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Date: 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
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Nomenclature: 
No. of places: 
Manufacturer: 
il 
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Serial/Batch No.: /L>Ot>^ 


TTSN: 
TSO: 
Rem.: /\J/A 
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Date: 
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Aero Design Ltd. 
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AMF 73-04 
Nomenclature: 
No. of pièces: LO 
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^ 
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^ ^eriai/Batch No.: I(dOSE 
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Aero Design Ltd. 
^ 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
" 


Phone: 604-483-2376 Fax; 604-483-2372 E-mall: lnfo@aerodesign.ca 
Q 
O \ 
AMF 73-04 
Nomenclature: I ^<7 D'2a»vi \an 
No. of pièces: .3o 
Manufacturer: /\?TC> 
to Z^tij 
^ 
Part No.: 
"03 
Serial/Batch No.: 
^ 
^ 
TTSN: M/4 
TSO: kJA- 
Rem.: \JA- 
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Work Order No.: 
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Aero Design Ltd. 
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^ 
AMF 73-04 
Nomenclature: 
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No. of pièces: /O 
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MOUNTIIMG BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the following drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1-Forward Beam 


Work Order: -.<0/6 
ciq 
Batch Quantity: 30 X 


Date Open: 03 A 


1. 


AO 
^3-04 
07 
O? 


Complété 


(initial or SCA #) 
Aô 
^«3-04 
07 
^3. 
Aô 


Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 
b. Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


c. Record material PO on attached material list. 
d. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


e. Remove writing on tubes with acetone. 


f. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
^ ^ 
Aû 
73-04 73-04 
73-04 73-^. 
CNC Machining-78633-01/78634-01 
n? 
J22 
01^ 
02 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


Fabrication - 
Components - 
78633-01 


0704 


W/A 


Some components are used for many différent beams and are made in batches on separate 
componfentworkorders. Checkstockbefore makingcomponents. 


a. Shear caps^ffqm 0.025" sheet: 78633-06 
b. Cut 78633-03 gLÎid^from 1x1/8 stock. 
c. Cut and turn 78630-Ô4vl3ushings from 3/8 x 0.065 tube: 


i. Cut stock to lengtÎT>sQ^3-0.06". 


ii. Face one end fiât @ 
lobO-RPM. 


iii. De-burr outside with a file an^n^ide with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to leïigtb® 1000 RPM. 
V. De-burr outside with a file and inside withVde^^burring tool at 300 RPM. 
d. Cut 78633-04 upper guides from blanks machined in stei^> 


e. Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


f. Cut 82735-03 step tubes from 1.0 x 0.035 tube. 
g. Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel taBi -with a 


hammer. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 
(initial or SCA#) 


h. Record component POs / WOs on attached material iist and place on in-progress shelf in 
weldmgshop. 
.A 
ip4 
^3-0^ ^3-0 
2-0/ 
•'■ W 
Oj 
Oj 
Qy ^ 
Oy ^ 
Q-j 
4. Beam Fabrication-Components-78634-01 
L— 
L 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 
b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. 
Cut and turn 69830-11 guide tubes from % x 0.065 tube: 
i. Cut stock to length + 0.03-0.06". 
ii. 
Face one end fiât @ 1000 RPM. 
iii. De-burr outside with a file and inside with de-burring tooi at 300 RPM. 
iv. Setup stop and face other end to length @ 1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material Iist and place on in-progress shelf in 
welding shop. 


5. "^arru^ding - 78633-01 
a. TÎô^Wel4^78633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308LI 
i. Clamp two be^s-b^d^o back with 1/8" spacer in middie to pre-stress beams prior to 
welding. 
b. Record component and welding rod POs/V\7Dron~attached^terial l^ 
' 
c. Tag in-progress parts for straightening. 
^ 
'm nA 
^ 
1(5-04 73-04 7:^4 73.04 
73.04 
6. Beam Welding - 78634-01 
05 
^ 
^ 
05 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 
78634-02 tube. 
i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 
welding. 
b. Record component and welding rod POs / WOs on attached material Iist. 
c. Tag in-progress parts and place on in-progress shelfJr^^ldingAjJpp far î^ighteftôg- ^ 
^^04 ^3.04 ^04 '■ 3.04 7^04 
7. Beam Straightening-78633-01/78634-01 
^ —ÛZ 
^ 
QL 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 
b. Use a 2" block to distribute press loads. 
c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 
f. 
Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUIMTING BEAM FABRICATION - 78633-01 / 78634-01 
AO 
AO 
;> '^ComjS^'SP 
^3-04 ^^'04 ^3-04 ^lorSgA% 
8. CNCMachining-78633-01/78634-01 
Oo 
02 
09 
^ 
a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guides welded in 


place, after straightening. 
b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


G. De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


9. -^^am Welding - 
78633-01 
'eg step: TIG weld 82735-06 cap to 82735-03 tube using jig to align cap to tube. 
b. Tlè^Atçkl 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 
G. TIG weld 78633^D5-st^braGket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align stop-biackets for height and position. 
d. TIG weld 78633-06 cap to 7863^^^24i^e. 
e. TIG weld step tube assembly from a. to^dcof 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then close^-4ube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening7^~^\^^ 
iv ( 'a 
f. Record component and welding rod POs / WOs on attached m^-eciaj^t. I y/p^ 
g. Tag in-progress parts and place on in-progress shelp^eldingjNÛ>pforê!!^igh^j^ 
04 
^04 73-04 ^3-04 05 
05 
10. Beam Welding-78634-01 
^ 
Qf3 
05 
^ 
a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
G. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 
f. Tag in-progress parts and place on in-progress shelf iA^elding Aj((;)p for sjù^hteniB&. 
A/s 
73^4 73-04 73^ 
73^^ 
11. Beam Finishing - 78633-01 / 78634-01 
07 
07 
Oj 
nj ^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 
a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


G. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag In-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION-78633-01/78634-01 
H) 
PC 
A^om^e^ 
73-04 
73-04 73-04 
12. Final inspection-78633-01/78634-01 
-Ûi— 
ÙX 
OA- —Û4- 
21 
To be complétée! by a différent person than the previous steps. 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
^ 
b. Tagin-progress parts ready for powdercoating. 
î*0 
pC 
7^04 ^ 
73-04 73-04 73^4 


13. Powder Coati ng 
-—0^ 
—IXI 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


Final Assembly - 
78633-01 
completed after powder coating. 
a. Prêpace step tube for grip tape by rubbing top surface with scotch-brite. 
b. Adhereï"SJ!/!Safety-Walk grip tape to top surface of step tube. 
c. Adhéré P/N pï^rxl to back surface of beam. 
d. Ensure AN4 boit carTBfeHci^ed through bushings. 
e. Green tag complété beam as^e^nbly and place into st^. ^ 
^ 
7*^04 7^04 73^^ 
15. Final Assembly - 
78634-01 
GO- 
— 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placard to back surface of beam. 
f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the foilowing drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1 - 
Forward Beam 


WorkOrder: Tlùlh - H 9 
Batch Quantity: 30 X 


Date Open: 03 A 


2. 


_7 


1. Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


73-04 
07 


AÔ 
73-04 
07 
73-04 
07 


Complété 


(initial or SCA #) 


73-04 
07 


AO 
73-04 
07 


b. 


c. 


d. 


e. 


f. 


Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
Remove writing on tubes with acetone. 
Tag in-progress parts and place on in-progress shelf in machine shop for CJMC machining of 
AO 
Aô 
keyways, slots, and bushing holes. 
^3-04 
02 
^^'04 
02 
02_ 
CNC Machining - 
78633-01 / 78634-01 
^ 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


Fabrication - 
Components - 
78633-01 
Nd 


II 


iv. 


V. 
m 


Some components are used for many différent beams and are made in batches on separate 
comporfentwork orders. Checkstock before makingcomponents. 
a. Shear capsli^^ 0.025" sheet: 78633-06 
b. Cut 78633-03 gïMçsfrom 1x1/8 stock. 
c. Cut and turn 78630-Ô4Nbushings from 3/8 x 0.065 tube: 
Cut stock to lengtFhKQ^3-0.06". 
Face one end flat @ 
lobt 
De-burr outside with a file an^in^ide with de-burring tool at 300 RPM. 
Setup stop and face other end to lerigtla® 1000 RPM. 
De-burr outside with a file and inside witnâ'-dec^burring tool at 300 RPM. 
Cut 78633-04 upper guides from blanks machined in step , 
Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 
Cut 82735-03 step tubes from 1.0 x 0.035 tube. 
Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel tàBle-with a 
hammer. 


d. 


e. 


f. 


g- 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 
(initial or SCA #) 


h. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
^ 
^ 
73-04 73 04 73^4 73^^ 73^3^ 


4. Beam Fabrication - 
Components - 
78634-01 
' 
Oi 
îli_ —OJ.— Qj 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78534-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 


5. ^Bea«U/^ding - 
78633-01 
a. ltd^WeJ478633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L roc 


i. Clamp two beàms-b^dao back with 1/8" spacer in middie to pre-stress beams prior to 
welding. 
N//^ 
b. Record component and welding rod POs / V\yDs~on^att^hed j^tenal li|^ 
c. Tag in-progress parts for straightening. 
73-04 73-04 7^ 


ne. 
0^ 
0^ 
0^ 
ne. 
6. Beam Welding-78634-01 
^ 
^ 
^ 
_rE_ 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 
c. Tag in-progress parts and place on in-progress shetf ii^elding/^p for s^ghteni)»^ 
^^'04 ^3-04 ^^04 ^^04 
7. Beam Straightening-78633-01/78634-01 
^ 
(Tf 
CTJ 
07 
07 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Ac 
^0^ {ir^i;or&^ 
8. CNCMachining-78633-01/78634-01 
07 
^ 
^2 
^ ^ 


a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guides welded in 


place, after straightening. 


b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


G. De-burr keyways and slots. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


9. -^am Welding - 
78633-01 
^a>^^g step: TIG weld 82735-06 cap to 82735-03 tube using jig to align cap to tube. 
b. "nè^Aiçjd 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 78633^^D5-siop bracket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align st&p-hj:ackets for height and position. 
d. TIG weld 78633-06 cap to 78633^24i^e. 
e. TIG weld step tube assembly from a. to^ck^ 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then close^-lube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening. 
f. Record component and welding rod POs / WOs on attached rnàtecM list. • 
, I 
_ 
. ^ 
g. Tag in-progress parts and place on in-progress shelf iil^CJelding ^hQp^for^^^^ighterfirm. ^ 
73-04 /3-04 73.04^73-04 73-04 
10. Beam Welding-78634-01 
0^ 
06 ^ ^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3^*^ keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 
f. Tag in-progress parts and place on in-progress shelf ipsQeldin^iôop for ro^ghtenp^ê> 
AO 
73-04 73-04 
73-04 
11. Beam Finishing - 
78633-01 / 78634-01 
07 
07 
^ 
Ol 
^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION-78633-01/78634-01 
Aô 


^•3-Ov 
^3-04 73-04 <'m°4"'^-<34 
12. Final Inspection - 
78633-01 / 78634-01 
-O^ 
— 
^ 
^ 04 
To be complétée! by a différent person than the previous steps. 
a. Inspectbeams 78633-01 and 78634-01 for conformitytodrawings. 
b. Tag in-progress parts ready for powder coating. 
^ ^ 
K) 
734)4 
^3.04 7304 
13. Powder Coating 
(ft 
^ 
a. Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


l^Final Assembly - 
78633-01 
completed after powder coating. 
a. Prèpace step tube for grip tape by rubbing top surface with scotch-brite 
b. Adhereî^SJVI Safety-Walk grip tape to top surface of step tube 
c. Adhéré P/N piàta«i to back surface of beam. 
d. Ensure AN4 boit can^^qserted through bushings. 
5 
73^473.04 73.Q4 73.Q4 ?3 /4 


Hqserted throu§ 
am a^setriWy an 
e. Green tag complété beam assetri^ and place into stcjsg) ^ ^ 
^ 


15. Final Assembly-78634-01 
—02 
ffi 
^2— —^ 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation; Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed; Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placard to back surface of beam. 
f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the foilowing drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 


78634, Revision 1 - 
Forward Beam 


Work Order: .x 0/fc ~ 
Batch Quantity: 30 X 


Date Open: 
0.3 Aur.i Ib 


1. Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 
a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


AO 
73-04 
07 


AO 


Oj 


AO 
73-04 
07 


Complété 


(initial or SCA #) 
AO 
73-04 
07 


AO 
73-04 
07 


b. 


c. 


d. 


e. 


f. 


Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
Remove writing on tubes with acetone. 
Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 


2. 
i'2': 
,0A 


Cû- 


AO 
73-04 
Ô2r- 
CNC Machining - 
78633-01 / 78634-01 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


AO 


73-f;.' 
-ÔSr- 


Fabrication - 
Components - 
78633-01 
N^ 


d. 


e. 


f. 


g- 


II. 


iii. 


iv. 


V. 


Ni/A 


Some components are used for many différent beams and are made in batches on separate 
componèntwork orders. Checkstock before making components. 
a. Shear capsli^^ 0.025" sheet: 78633-06 
b. Cut 78633-03 gïMçsfrom 1x1/8 stock. 
c. Cut and turn 78630-b443Ushings from 3/8 x 0.065 tube: 


i. Cut stock to lengt?ÎVQ^3-0.06". 
Face one end flat @ lobO-R^. 
De-burr outside with a file anàl«^e with de-burring tool at 300 RPM. 
Setup stop and face other end to lerïgtb® 1000 RPM. 
De-burr outside with a file and inside witnâ^e;^urring tool at 300 RPM. 
Cut 78633-04 upper guides from blanks machined in stej^^b^ 
Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 
Cut 82735-03 step tubes from 1.0 x 0.035 tube. 
Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel ta^Blt -with a 
hammer. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 


(initial or SCA #) 


h. Record component POs / WOs on attached material list and place on in-proeress shelf in 
weldingshop. 
^ 
73-04 ^3-04 ^3-04 73-04 
^^"^4 
4. Beam Fabrication - Components - 78634-01 
^ ^ ^ ^ ^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 


^VVelding-78633-01 
a. TÎôT?sreJ478633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L roc 


i. Clamp two beams-backto back with 1/8" spacer in middie to pre-stress beams priorto 


welding. 
b. Record component and welding rod POs/WOron-aîtached material list. 
c. Tag in-progress parts for straightening. 
~lPO—" ^ ^ ^ 
73-04 73-04 
^^04 7^4 
6. Beam Welding - 78634-01 
0F> 
0^ 
^ ^ ^ 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 
c. Tag in-progress parts and place on in-progress 
weldii^hop f^traight^ng. ^ 


7. Beam Straightening-78633-01/78634-01 
Welding on one side of the beam causes the beam to ciiWè. Beams must be straightprîor to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 


8. 
73-04 
02 


K) 
73-04 
QTL. 
V) CompAdte 
73-04 7^=1 
CNCMachlnlng-78633-01/78634-01 
yj^ 
yjt. 
^ 
_ 
a. Run CNC programs to machine keyways and siots in 78633-02 tubes with guides wëlded in 


place, after straightening. 


b. Run CNC programs to machine keyways and siots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and siots. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


9. ^^am Welding - 
78633-01 
^eg:step: TIG weld 8 


d. 


e. 


f. 


g- 


2735-06 cap to 82735-03 tube using jig to align cap to tube. 
TlG>«ç|d 78633-04 bushings into 78633-02 tube using ER308L rod, four places pertube, both 


sides. 
TIG weld 78633^T)S-&ïop bracket to 78633-02 tube using ER308L rod, four places per tube, both 


sides. Use jig to align sîôp-bLcackets for height and position. 
TIG weld 78633-06 cap to 7863^^^24i^e. 
TIG weld step tube assembly from a. to^ckof 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then closeotrtTube by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening. 
Record component and welding rod POs / WOs on attached rnàteqal list. 
Tag In-progress parts and place on in-progress shelf inâaglding shûQ for^H--ajghteningâ^ 
^ 
m4 'â-04 
'ic 
—~és 
^ 


11. Beam Finishing - 
78633-01 / 78634-01 
13=04 


10. Beam Welding - 
78634-01 
a. TIG weld 69830-11 guide tubes into 78634-02 tubes'using ER30^Lrod, two places per"down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'^ keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 
f. Tag in-progress parts and place on in-progress shelf |r^elding sl^ for straightening. 
73-04 
jp n 
7-^^ ^ 
—0l— 
TT — 
73-04 - 
Welding on one side of the beam causes the beam to curve. Beamsiiriust be st?3ight pjijj^r to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


C7 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Compl^ 


12. Final inspection-78633-01/78634-01 
^23^. (?1 
To be completed by a différent person than the previous steps. 
' 
0\ 
a. Inspectbeams 78633-01 and 78634-01 for conformitytodrawings. 
^ 
b. Tag in-progress parts ready for powder coating. 
AO 
>.3 
^5/> 
73-04 
C!^ 7'-V 
13. Powder Coating 
- ^ 
—t— 
—i.— 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


^"-14t^nal Assembly - 78633-01 
^""■ ~^-be completed after powder coating. 
a. Prèpace step tube for grip tape by rubbing top surface with scotch-brite. 
b. Adhereî"^^ Safety-Walk grip tape to top surface of step tube. 
c. Adhéré P/N pl^arxl to back surface of beam. 
d. Ensure AN4 boit carTBfeHCi^rted through bushings. 
e. Green tag complété beania^sembly and place intos^lj^. 
Aô 
73-04 
15. Final Assembly - 78634-01 
-Q^ 
22 
22 
±_ 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole{s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 
function. 
d. If maintenance step is to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placard to back surface of beam. 
f. 
Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 


baskets. Refer to the following drawings, at the current revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1-Forward Beam 


WorkOrder: !"}0/6 " 
S'9 
Batch Quantity: 30 % 


Date Open: 
Aliù.Ik. 


1. Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


AO 
73-04 
07 
73-0. 
07 


Complété 


(initial or SCA #) 
Kj 
73-04 
07 


K) 
73-04 
07 


b. 


c. 


d. 


e. 


f. 


2. 


Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
Remove writing on tubes with acetone. 
Tag in-progress parts and place on in-progress shelf in machine shop for CNC machirjj^ of 
keyways, slots, and bushing holes. 
pO 
AO 
AO 
70 n 
-» 
73-04 
73-04 73-04 
S'" 
CNC Machining - 
78633-01 / 78634-01 
CT) 
02 
00 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


Fabrication - 
Components - 
78633-01 


Nd 
Some components are used for many différent beams and are made in batches on separate 
componèntwork orders. Checkstock before making components. 
a. Shear caps1i^2|p 0.025" sheet: 78633-06 
b. Cut 78633-03^d^from 1x1/8 stock. 
c. Cut and turn 7863(TÔ4Nbushings from 3/8 X 0.065 tube: 
j. i n 
Cut stock to lengtîï>->Q^3-0.06". 
' V 


Face one end flat @ 
' 
De-burr outside with a file anâTfj^ide with de-burring tool at 300 RPM. 
Setup stop and face other end to lerïgfeb® 1000 RPM. 
De-burr outside with a file and inside witn&'de;burring tool at 300 RPM. 


Cut 78633-04 upper guides from blanks machined in step, 
Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 
Cut 82735-03 step tubes from 1.0 x 0.035 tube. 
Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel ta^e-4ô(ith a 
hammer. 


II 


iv. 


V. 


d. 


e. 


f. 


g- 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 
(initial or SCA #) 


h. Record component POs / WOs on attached material Ig^nd place on in-progress shelf in 
weldingshop. 
7o„ 
'^4 73-04 ^3-04 73-0^ ^^04 
^ 
07 
07 
Ol 
^ 
4. Beam Fabrication - 
Components - 
78634-01 
___! 
1_ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 


5. ^Beam^y^ing - 
78633-01 
a. 7Îè~\^fei(i7^633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 
ER308Lro3r~----^^^^^ 


i. Ciamp two^iams-back to back with 1/8" spacer in middie to pre-stress beams prior to 
welding. 


b. Record component and welding rod POs / V^Dron-aitached rnaterial list. ' 
c. Tagin-progr«s parts for straightening. 
^t^73^ 73-04 73-04 


6. Beam Welding-78634-01 
^ -A5 — 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 
78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 
c. Tag in-progress parts and place on in-progress she^^ welding shop for^aighteijij^g. 


T\ 04 
4 
l'K 04 73-04 73-0' 
7. Beam Straightening-78633-01/78634-01 
' 
73-04 
(Ji 
^ 
Welding on one side of the beam causes the beam to curve. Beaft)^ must beitraight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 


73-04 
-00- 


K) 
hù 
AsOCompp^ 
73-04 
73-04 
aî8ti§L)or 
-m 
02 
(22_ 
00 
8. CNC Machining - 
78633-01 / 78634-01 


a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guides welded in 


place, after straightening. 


b. 


c. 


Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 
De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


Aô 
73-04 


ÎMm Welding - 
78633-01 
a>v^g step: TIG weld 82735-06 cap to 82735-03 tube using jig to align cap to tube. 
b. Tlè''wçlcl 78633-04 bushings into 78633-02 tube using ER308L rod, four places pertube, both 


sides 
c. TIG weld 78633^Î)5-&E^ bracket to 78633-02 tube using ER308L rod, four places per tube, both 
sides. Use jig to align stop-hca^ets for height and position. 
d. TIG weld 78633-06 cap to 7863?^^024i^e. 
e. TIG weld step tube assembly from a. to^ck^ 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then closeotrt-ti^e by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening/~-~\^^ 
k ( u 
f. Record component and welding rod POs / WOs on attached mât-eqal list. 1 W/r 
g. Tag in-progress parts and place on in-progress shelf iiTmfijBlding ^fcjgpfor^n^htenin to 
73<H ^3-04 '^04 '^04 
10. Beam Welding-78634-01 
05 
^ ^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places pertube, both 


sides. 
TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 
TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 
Record component and welding rod POs / WOs on attached material list. 
Tag in-progress parts and place on in-progress shelf in/welding shop for straightening. 
7^a ^ AO fe 
11. Beam Finishing - 78633-01 / 78634-01 
^^04 
. 
Welding on one side ofthe beam causes the beam to curve. BeâmÇ^st be ^f7aight'^?^to ^ 
powder coating. 
a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


c. 


d. 


e. 


f. 


^3. 
Aô 
04 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
P€> 
tn 
H) 
r. nA 
-rn nA (InltT^or SCA^ 
73-04 70.04 73-04 73.Q4 /o.A/i 
12. Final Inspection - 78633-01 / 78634-01 
^ 
^ 
To be completed by a différent person than the previous steps. 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
^ AO ^ AC 
< 
73-04 
^^'04 02 
13. Powder Coating 
—<92~~ ~ 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


Final Assembly - 
78633-01 
completed after powder coating. 
a. Prépaie step tube for grip tape by rubbing top surface with scotch-brite. 
b. Adhereî"^ Safety-Walk grip tape to top surface of step tube. 
c. Adhéré P/N pïaîaw^to back surface of beam. 
d. Ensure AN4 boit canB^ciserted through bushings. 
e. Green tag complété beam a^setr^ly and place intosl^. 
^ ^ 
73-04 ^3-04 ^^0" 
% 
15. Final Assembly-78634-01 
02 
fc— 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the following drawings, at the carrent revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1 - 
Forward Beam 


Work Order: 


Date Open: 


Liq 
Batch Quantity: 30 % 


l lû 
^3. 
Aô 


1. Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


p4 
^3 
Aô 
P4 


Aô 
04 


Complété 
(initial or SCA^ 


07 
^3^04 
07 


b. 


c. 


d. 


e. 


f. 


Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
Remove writing on tubes with acetone. 
Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
K 
K) 
K) 
keyways, slots, and bushing holes. 


2. 
73-04 


> 
73-04 
0^ 
73-04 
02 
73-04 
02 
CNC Machining - 
78633-01 / 78634-01 
a. Run CNC programs to machine slots and holes in 78633^02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


Aô 
73-04 
02 


Fabrication - 
Components - 
78633-01 


Nôt 


IV/A 


;^me components are used for many différent beams and are made in batches on separate 
componfentwork orders. Checkstock before making components. 
a. Shear capsTi^ 0.025" sheet: 78633-06 
b. Cut 78633-03 glHdçsfrom 1x1/8 stock. 
c. Cut and turn 78630-Ô44^shings from 3/8 x 0.065 tube: 
Cut stock to lengtFOsQ^B-O.Oe". 
Face one end flat @ lOào-R^. 
De-burr outside with a file anâ^n^e with de-burring tool at 300 RPM. 
Setup stop and face other end to len^tti® 1000 RPM. 
De-burr outside with a file and inside with>-d€t;burringtool at 300 RPM. 
Cut 78633-04 upper guides from blanks machined in step 
Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


Cut 82735-03 step tubes from 1.0 x 0.035 tube. 
Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel ta^e-iô/ith a 
hammer. 


Il 


iv. 


V. 


d. 


e. 


f. 


g- 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 
(initial or SCA #) 


h. Record component POs / WOs on attached materiai iist and place on in-progress shelf in 
weldingshop. 
fO 
AO 
AO 
-j3,0A 
73-04 7j-04 ^3-04 73-0^ 
4. Beam Fabrication-Components-78634-01 
(Tl 
£L_ — 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end fiât @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached materiai Iist and place on in-progress shelf in 
welding shop. 


5. "^awuyVelding - 
78633-01 
a. 7ÎÔlAfel478633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L roc 


i. Clamptwo beàTns43ackto back with 1/8" spacer in middie to pre-stress beams priorto 
welding. 


b. Record component and welding rod POs / WJSTW^ttached materiai Iist. 
c. Tag in-progress parts for straightening. 
' 
PO 
PO 
PO 
PO 
73-04 
^^"04 73-04 73-04 
73-04 
6. Beam Welding - 
78634-01 
J2h 
25 
25_ 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 
78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached materiai Iist. 
c. Tag in-progress parts and place on in-progress shelf^n^weldipi^phop f(^traigh1^ng. 
73-04 73-04 73.04 73-04 73-04 
7. Beam Straightening-78633-01/78634-01 
çfl 
(fj.— —(fl — 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
^ 
^ 
Comolfete 
73-04 
73-04 7(31^4! or 
8. CNCMachining-78633-01/78634-01 
^ Cfl 
02 
/70 
02 


a. Run CNC programs to machine keyways and slots in 78633-02 tubes with guides welded in 


place, after straightening. 


b. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and slots. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


9. ^^am Welding - 
78633-01 
'eg step: TIG weld 82735-06 cap to 82735-03 tube using jig to align cap to tube. 
b. Tlè^w^d 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 78633^ï)S-5t^ bracket to 78633-02 tube using ER308L rod, four places per tube, both 
sides. Use jig to align sî&p-tu^kets for height and position. 
d. TIG weld 78633-06 cap to 78635^^24j^e. 
e. TIG weld step tube assembly from a. to^ck^ 78633-02 tube using jig for alignment. Weld 
around step tube as far as possible, then closeotrt-ti^be by flattening protruding edge of step 


f. Record component and welding rod POs / WOs on attached rnâteq^list. 
g. Tag in-progress parts and place on in-progress shelf i/^elding sftfiijs foT st-^htenijJ^ 
AO 
73-04 
^3-04 73-04 
^3-04 
10. Beam Welding-78634-01 
_55 
05 
05 
^ 05 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 


tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 
Tag in-progress parts and place on in-progress shelf in welding shop for straightenipg. 
N) 
AO ^ 
^ 
11. Beam Finishing - 78633-01 / 78634-01 
73-04 73-04 ^^'04 
^^04 
Welding on one side of the beam causes the beam to cuM/^. Bear^must b^straigir/priorto^^ 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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f, 


MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
^ 
73 n. W4"^Sl04 
12. Final Inspection - 78633-01 / 78634-01 
©A- —^ 
^ ^ 
To be completed by a différent person than the previous steps. 
^ 
' 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
^ ^ 
b. Tag in-progress parts ready for powder coating. 
AO 
7-3 n . 7^ n 
7^-0 1 73-04 7? n - 
"i, 
^ 
^ 
09 
'^-0^ 
02 ^ 
13. Powder Coating 
-—«2— —fe 
-02 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


^"-14^nal Assembly - 78633-01 
completed after powder coating. 
a. Pf^ate step tube for grip tape by rubbing top surface with scotch-brite. 
b. Adher^'^ Safety-Walk grip tape to top surface of step tube. 


c. Adhéré P/N plaSaol to back surface of beam. 
d. Ensure AN4 boit carrBfesQserted through bushings. 
e. Green tag complété beam a^seiTibly and place into stpi^ 
AO 
AO 
^^04 73.04 73-04 ^^-04 '^04 


15. Final Assembly-78634-01 
Û2 
Û2- — 
^ 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placard to back surface of beam. 
f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78633/78634 


General 


These instructions apply to mounting beams 78633-01 (aft) and 78634-01 (forward) for AS350/AS355 cargo 
baskets. Refer to the following drawings, at the carrent revision, for dimensions and détails: 


78633, Revision 1-Aft Beam 
78634, Revision 1-Forv/ard Beam 


Work Order: •/ Ù'Ih ~ H 9 
Batch Quantity: 30 % "7^ 
^ ^ 


Date Open: 
O.^ /furCi / ^ 
AO 


_2zl: 
^3. 
Aô 


Complété 


(initial or SCA #) 


04 
Oj 
1. Beam Fabrication - 
1x2 tubes - 
78633-01 / 78634-01 
' 07 
Ù7 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78633-02-24.44" 


ii. 78634-02-24.25" 


b. Cut 1X 2 X 0.120 material @ 
16.38" long for upper guide (10). 


c. Record material PO on attached material list. 
d. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


e. Remove writing on tubes with acetone. 


f. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
^ 
AO 
A/^ 
^^0, 
CNC Machining - 78633-01 / 78634-01 
Of 
09 
02 


a. Run CNC programs to machine slots and holes in 78633-02 tubes and 78634-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


^3. 
-09-0 
Aô 
4 


Fabrication - 
Components - 
78633-01 


IV/A 


Some components are used for many différent beams and are made in batches on separate 
componèntwork orders. Check stock before making components. 


a. Shear capsT^qm 0.025" sheet: 78633-06 
b. Cut 78633-03 gîMqsfrom 1x1/8 stock. 
c. Cut and turn 78630-Ô4»t^shings from 3/8 x 0.065 tube: 


i. Cut stock to lengm>%Q^3-0.06". 


ii. Face one end flat @ 
lOOD^PM. 


iii. De-burr outside with a file àî^n^e with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to leiigtb.^ 1000 RPM. 
V. De-burr outside with a file and inside witn^^'de^^urring tool at 300 RPM. 
d. Cut 78633-04 upper guides from blanks machined in ste^-ïb<_ 


e. Cut 78633-05 stop brackets from 0.75 x 0.065 tube. 


f. Cut 82735-03 step tubes from 1.0 x 0.035 tube. 


g. Punch 82735-06 step cap from 0.050 sheet, 1.25 diameter. Flatten on steel ta'Ble-with a 
hammer. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
Complété 


(initial or SCA tt) 


h. Record component POs / WOs on attached material list and plaçe^n in-progress shelf in 
weldingshop. 
73-04 
73-04 73-0< 
^3-04 
4. Beam Fabrication-Components-78634-01 
^ 
2I_ 
Ql~. 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube: 


i. Cut stock to length + 0.03-0.06". 


ii. Face one end flat @ 
1000 RPM. 


iii. De-burr outside with a file and inside with de-burring tool at 300 RPM. 


iv. Setup stop and face other end to length @ 
1000 RPM. 


V. De-burr outside with a file and inside with a de-burring tool at 300 RPM. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 


5. "^Beamjy^ding - 
78633-01 
a. TÎ^Tweld 78633-03 guide, 4 places, and 78633-04 upper guide into 78633-02 tubes using 


ER308L roc 


i. Clamp two b^ams-b^dao back with 1/8" spacer in middie to pre-stress beams prior to 
welding. 
l\J/^ 


b. Record component and welding rod POs / V\7Dron-aîtached material list. 
c. Tag in-progress parts for straightening. 
/yQ 
^ 
73^ 73^ 73^4 
6. Beam Welding-78634-01 
^ 
' 
_ÛS 
Û$- 
^ 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 
c. Tag in-progress parts and place on in-progress shelfj^tyweldin^j^op forpsgjaightepfpg. 
PO 
73-04 73-04 73-04 73-04 73-04 
7. Beam Straightening-78633-01/78634-01 
— 
—ÔJ 
Û2- 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
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MOUNTING BEAM FABRICATION-78633-01/78634-01 
AO 
^ ^Compléta 
73-04 73-04 
î^orSCiM 
8. CNC Machining - 78633-01 / 78634-01 
Q2 
09 ^ 
^ 2 
a. Run CNC programs to machine keyways and siots in 78633-02 tubes with guides welded in 


place, after straightening. 


b. Run CNC programs to machine keyways and siots in 78634-02 tubes with pads welded in place, 


after straightening. 


c. De-burr keyways and siots. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


9. -^am Welding - 
78633-01 


: step: TIG weld 82735-06 cap to 82735-03 tube using jig to align cap to tube. 


TlG>Atç|d 78633-04 bushings into 78633-02 tube using ER308L rod, four places per tube, both 


sides 
TIG weld 78633^^)5-stM bracket to 78633-02 tube using ER308L rod, four places per tube, both 
sides. Use jig to align sfôp-fa^^kets for height and position. 
TIG weld 78633-06 cap to 78635^^24ube. 
TIG weld step tube assembly from a. to^ck^ 78633-02 tube using Jig for alignment. Weld 
around step tube as far as possible, then close^rrt-ti^e by flattening protruding edge of step 
tube with a hammer. Complété weld after flattening/"'\^^^^ 
K ( /'a 
Record component and welding rod POs / WOs on attached mcrterial list. I 
Tag in-progress parts and place on in-progress shelf inAôlding 
for^nê^hteninèO 
73-04 ^^'04 ^3-0^ ^3^04 
10. Beam Welding-78634-01 
OFi 
0^ 
05 
0^ 


c. 


d. 


e. 


f. 


g- 
Aô 
^3-04 
05 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 
f. Tag in-progress parts and place on in-progress shelf in welding sl^^for str^^tenin^^ 


11. Beam Finishing - 78633-01 / 78634-01 
^^4 
Welding on one side of the beam causes the beam to curÂ^T^eâmsmust be straightpr^to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 
Use a 2" block to distribute press loads. 
b. 


c. 


d. 


e. 


h. 


Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
Check for straight with a straight edge on back of tube. 
78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


Drill out bushings to F (0.257"), four places per beam, on drill press. 
Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
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MOUNTING BEAM FABRICATION - 
78633-01 / 78634-01 
^ 
nA 
73 04 
73 
^ 
(inifi^orSCA#1^ 
12. Final Inspection - 
78633-01 / 78634-01 
—04(— 
—Z3=04— 
Te be compieted by a différent person than the previous steps. 
0^ 
a. Inspectbeams 78633-01 and 78634-01 for conformitytodrawings. 
b. Tag in-progress parts ready for powder coating. 
tvO 
^ 
73-04 73-04'3-04 73-04 '^04 
13. Powder Coating 
—9^ -Û2— 
2^— 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


Final Assembly - 
78633-01 
compieted after powder coating. 
a. PTèpaj:e step tube for grip tape by rubbing top surface with scotch-brite. 
b. Adher^'SJ^afety-Walk grip tape to top surface of step tube. 
i 
c. Adhéré P/Npîàcar4^back surface ofbeam. 
(v/n 
d. Ensure AN4 boit canB^q^rted through bushings. 
' 
^ 
e. Green tag complété beanTasïembly and place into stock. 
fsO 
K) 70- 
7~, 73-04 7^04 73-04 ^ 
15. Final Assembly - 78634-01 
02 
22_ 
02— 
To be compieted after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Checkforfunction. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Checkfor 


function. 
d. If maintenance step is to be installed: Install #10-32 x 3" countersunk screw, 69830-21 stop, and 
69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


e. Adhéré P/N placard to back surface of beam. 
f. Green tag complété beam assembly and place into stock. 
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Work Order; 


Date Opened: 


Material Tracking Sheet 
Eurocopter AS350/AS355 Forward Mounting Beam 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


78634-01-00 
Forward Beam Assembly 


Step 1 
Fabrication 


. 1 
78634-02 
Tube 
1x2x0.065 Tube, 304 Stainless Steel 


Step 2 
Machning 
None 


Step 4 
Fabrication 


. 3 
78634-03 
Pad 
1x0.125 Bar, 304 Stainless Steel 
ifoosa/ l6or^ 


. 1 
78634-11 
Pad 
1x0.125 Bar, 304 Stainless Steel 


. 1 
78634-12 
Pad 
1x0.125 Bar, 304 Stainless Steel 


. 1 
78634-04 
Cap 
0.025" Sheet, 321 Stainless Steel 


.4 
78630-04 
Bushing 
0.375 X 0.065 Tube, 304 Stainless Steel 
j^0'^^f3/zo/ 


. 2 
69830 
69830-11 
Guide 
0.75 X 0.065 Tube, 304 Stainless Steel 2. <r>/4 
/z.o/L~ 


Step 6 


/ 


Weiding 


. A/R 
Welding Rod 
ER308L 


Step 7 
Straightening 
None 


Step 8 
Machning 
None 


Step 10 
Welding 


. A/R 
— 
Welding Rod 
ER308L 
oz.fr 


Step 11 
Finishing 
None 


Step 12 
Final Inspection 
None 


Step 13 
Powder Coating 
((o) 


Work Order: 


Date Opened:. 


Material Tracking Sheet 
Eurocopter AS350/AS355 Forward Mounting Beam 
2of2 


Détail 


Ass'y Step 
Qty 
Drawing 
Part Number 
Description 
Material 
POA/VO 


Step 15 
Final Assembly 


. 2 
69830 
69830-21 
Stop 
0.625 Rod, 6061-T6 Aluminum 


.2 
69830 
69830-22 
Knob 
0.75 Rod, 6061-T6 Aluminum 


.2 
69830 
69830-23 
Spring 
15mm X 70mm Spring, Stainless Steel 


.2 
69830-1032X3 
3" #10-32 C'sunkscrew 
Stainless Steel 


. 2 
MS21044C3 
Nut 


. 1 
~ 
P/N Placard 
TZ Tape, 1/2", black on white 
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Additional rosette weld on guide tubes 
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Aero Design Ltd. 
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1.0 
INTRODUCTION 


The forward mounting beam incorporâtes the quick release mechanism for mounting a cargo 
basket or other components on the AS350. One operator has noted that following ianding in 
deep snow the guide tube in the forward mounting beam was deflected, making release of the 
basket difficult due to mis-alignment of the stop pin. 


This change is to add additional rosette welds to support the guide tube. 


2.0 
MANUFACTURING REVIEW BOARD ATTENDEES 


The following individuels from the Manufacturing Review Board were included in this review: 


Jason Rekve - 
PRM 


Jeff Clarke - 
Quality Assurance Manager, Engineering Technologist 


3.0 
DETAILS OF MINOR CHANGE 


3.1 
Affected Parts I Assemblies 


Original drawing: 78634, Revision 1 


Part number: 76634-01-00 


Description: Fonvard Beam, AS350 


3.2 
Description of Change 


1. Add rosette weld 1" below existing rosette weld on both sides. 


4.0 
ASSESSMENT 


4.1 
Impact Assessment 


Ail sections must be answered with a yes or no. 
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Aero Design Ltd. 
MCR78634-1 


Assessment Criteria 
Y/N 


(a) Operating Limitations 
□ ces the change invoive or require a revision in the operating limitations specified in the approved type 
design? 


No 


(b) Structural Strength 


Does the change alter: 
(1) a principal component of the aircraft structure such as a frame, stringer, rib, spar, skin or rotor blade? 
No 


(2) a life-limited part or a structural element that is subject to a damage tolérance assessment or fail-safe 
évaluation? 


No 


(3) the strength or structural stiffness of a pressure vessel? 
No 


(4) the mass distribution in a structural element? 
No 


(5) a containment or restraint System intended for occupants or the storage of items of mass (e.g. cargo)? 
No 


(6) the structure of seats, hamesses, or their means of attachment? 
No 


(c) Powerplant Opération 


Does the change: 
(1) affect the power output or control qualifies of the powerplant, engine, propeller, or their accessories? 
No 


(2) alter the approved operating limitations? 
No 


(d) Performance and Flight Characteristics 
Does the change involve altérations that: 


(1) significantly increase drag or exceed aerodynamic smoothness limits? 
No 


(2) significantly alter thrust or power output? 
No 


(3) affect stability or controllability? 
No 


(4) induce fiutter or vibration? 
No 


(5) affect the stall characteristics? 
No 


(e) Other Qualîties Affecting Airworthiness 


Does the change: 
(1) change the information on, or the location of, a placard required by the type design or an Airworthiness 
Directive? 


No 


(2) alter any information contained in the approved section of the aircraft flight manual or équivalent 
publication? 


No 


(3) affect the flight-crev/s visibility or their ability to control the aircraft? 
No 


(4) affect egress from the aircraft? 
No 


(5) reduce the storage capacity of an oxygen system, or alter the oxygen rate of flow? 
No 


(6) affect flight controls or an autopilot? 
No 


(7) alter an electrical génération device, or the electrical distribution system between the generating source 
and either its primary distribution bus, or any other bus designated as an essential bus? 


No 


(8) reduce the storage capacity of the primary battery? 
No 


(9) affect a communication system required by the approved type design? 
No 


(10) affect instruments, or indicators that are installed as part of a system required by the approved type 
design? 


No 


(f) Other Qualities Affecting Environmental Characteristics 
Does the change increase aircraft noise levels or émissions? 
No 


Revision 0 
06 January 2016 
Page 4 


Aero Design Ltd. 
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5.0 
CERTIFICATION BASIS 


Aircraft: Airbus Helicopters AS350/AS355. TCDS H-83, H-87 


Modification: Compliance Program CP940, Revision 1 


Certification Basis: FAR Part 27, dated 2 October 1964, including amendments 27-1 through 27- 
20 plus spécifie paragraphe of amendment 27-21. 


This change remains in compliance with the basis of certification established for the 


modification. 


6.0 
JUSTIFICATION 


This modification is considered minor in accordance with CAR 521.154 for the following 


reasons: 


1. The change has been assessed in accordance with the définition of major modification 
in accordance with CAR 571, and found to t>e an other than major modification, see 


section 4.1. 


2. Analysis 
The approved configuration has been demonstrated to support the upward loads 
specified in the régulations with one rosette weld on both sides of the beam. 


This operator is using the basket for heli-ski opérations, landing in snow. Many 
operators use this model of cargo basket for the same opération. Deflection of the stop 
pin has not been reported by any other operators. 


The existing welds on the guide tube are located near the top end of the guide. When 
the basket is loaded upward on landing in snow, the attachment lug pushes on the side 
of the stop pin, which then causes the guide tube to rotate on the single rosette weld, 
until the stop pin touches the far side of the keyway. To resist rotation, an additional 
rosette weld is added near the bottom of the guide tube. 


Strength of the modified beam is increased over the existing approved configuration. 
Weight change is negligible. 
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Aero Design Ltd. 
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7.0 
IMPLEMENTATION 


7.1 
Short Term 


1. New parts may be fabricated in accordance with revised drawing 78634, Revision 2, 
until such time as the approva! documents can be revised (see long term). This report 
may be referenced as justification. 


For the reasons listed in section 6.0 


o/p . \iy\ lip 


Approved: 
Person'Responsible for Manufacturing 
Date 


7.2 
Long Term 


1. Revise document control iist DCL786-3 to include drawing 78634, Revision 2. Include 
on approval at next re-issue. 


Approved: 
Persbn Responsibie for Manufacturing 
Date 


8.0 
DOCUMENT CONTROL 


The foliowing documents have been inciuded with or attached to the original work order file 


(initial): 


Electronic 
Hardcopy 


This report 
[5] bv: 
bv: 


Drawing 78634, Revision 2 
S 
bv: 
H 
by:_ 
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TITLE BLOCK UPOATEO: PADS «TEM 11. 12) ACeCO. ALTERNATE FTMSH 
BJC 
U/07/T2O14 
CAp (I1CM 04} UATERtAL CHANQQ): SLOT DEPTH MCmASCD 
SECOND mO AOOEO TO GUDC TUBE 
BJC 
Oe/01/2016 


^37- 


■ <7 


. 
.. K» (0-313) 
rM SDE 
2 PLACES AS SNOWN 


TOP VIEW PRIOR TO WELDING 
DETAIL B 


rmCAl, ALL KEYWAVS 


OglCENIRS} 
n 
BOTH SDCS 
TYPtCAL. 5 PLACES 


|to-32 scnw 
DRU 5/>e (0.313) THRU 
ROSETTE «ELO OUOE (ITOI 07) 
BOTH SOCS 
PLACES 
DETAIL A 


ASSOOLr AFTER PINISHMG 
5 PLACES (03 


"1 


DMI 3/B (0.375) THRU 
ORU F (0.297) AFTER «ELDWC 
t PLACES 
BOTH secs. FOUR PLACES 


(m) 78634-01-00 BEAM ASSEMBLY 


7 
1.00 
_L 
(n) PAO 


NOTES 


1. 
REUOVC AU BURfiS ANO BREAX SH/UtP EOGCS. 


2. MEL001C or 304 STAIt^ESS STEEL TO 8C CCWPI£TED 8T GTAW METHOD TO AUSSftBSC 
NELDINC ROO 91AU CONFORN TO CRSOBL OR COUVAIENT. 


(12) PAD^ 


«.SeBEF-v 
[^,.00-^ 
cn3 


(04) CAP 
(g) BUSHING 
(0 PAO 


1 
78834-12 
17 
PAO 
304 STAWLESS STEEL 
ASTU A240 
1.0 X 0.129 BM 


1 
78834-11 
11 
PAO 
X4 STAMLESS STEa 
ASTM A240 
1.0 X 0.129 BAR 


7 
WS2T044C3 
Nur 


? 
110-32 
C'SUNK SCREW 
STANUSS STEEL 
CCMUERQAL 
DATE 
7 
89830-23 
10 
SPRINC 
STAINLESS STSL 
COHMERCIM. 
I9nmi X 70mm SPRING 
APPROVALS 


7 
69830-22 
09 
KNoe 
8081-T8 ALUUMUW 
OO-A-200/8 
•0.79 ROO 
JEFF aARKE 
01 APR 2010 
6061-T6 AUlWNUM 
OQ-A-200/8 
•0.623 RM) 


7 
69830-11 
07 
GUOE 
304 STAMUSS STEEL 
ASTM A269 
•0.75 X 0.069 RNO. TUBE 
06 JUN 2010 
304 STAMLESS STEEL 
ASTU A479 
0.168 SOR. ROD 


4 
78630-04 
05 
euSHMC 
M4 STAMLESS STEEL 
ASTU A289 
•0.375 X 0.069 RNO. TUBE 
UNLESS OTHERMSE SPEOFIEO 


1 
78834-04 
(M 
CAP 
■ 
304 STAMLESS STEEL 
AUS 9513 
0.090 SHOT 
OlUENSONS ARE IN INCHES. 
78834-03 
03 
PAO 
304 STAMLfSS STEEL 
ASTU A240 
1.0 X 0.129 BAR 
TOLERANCES ON: 
78634-02 
02 
TUBE 
304 STAMLESS STEEL 
ASTU A554 
1 
X 2 X 0.069 TUBE 
OeCMALS 
ANGLES 
V 
78634-01-00 
01 
BEAU ASSEUBLY 
x.xxx ±0.010 
±1/2* 


01 
PART NO. 
ITEU 
DESCRIPTION 
MATERIAL 
UATERIAL TEC 
STOCK SIZE 
X.XX 
±0.03 
X.X 
±0.1 
OTY 
UST OF UATERIALS 


AERO DESIGN LTD. 


eWSA MALASPWA ROAD 
POVEU RIVER. BC. CANADA. VBA 0G3 
m: ■ 04.««S.8n 
<nw»^oclH»<« 


AIRBUS HEUCOPTERS AS350 ic AS355 SERIES 
AHACHMENT PROVISION 
FORWARD BEAM FABRICATION 


STcrr 
1 or ^ 
Al 
78634 


1. Approving Civil Aviation Authority/Country 


"Transport Canada- 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2016-0147 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
confonnity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a:-~n ^AR 571.10 Maintenance Release 
' 


□ Other reguiifîîsn-specified in 


Certifies that unless^tjjerwisg'specified in bioan^r-ttie_wrk identified in 
block 1 lanfLdesCfiÊéd in block 12, has been perfonriedTrrcornplianoe with 
Ji»-€3nadian Aviation Régulations. 


13c. Approved Organization Number 


AMF 73-04 


^PttïrSigtiat^ 
"TTtcrAppcowd OrganizatiorLNumtJSr^ 


IM/Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
07 Sept 2016 
~~î4drNaa3e 
^ 
^I4e^0atgj^/mmm/yyyy)___-——" 


Installer Responsiblllties 


This œrtificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Mode!: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Uçf 
ifji 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO# 
2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS21044C3 


/ 
/f53.0» 
/?c?f»-1 
<yO 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 


Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Ç^QetS f M 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO# 


2016-18 
1 
Stop 
69830-21 


2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


1 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2016-0183 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies ttiat ttie items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~"T4ar-£n ^AR 571.10 Maintenance Release 
^^— 


□ Other regùiiîRîn-spe®fied in 


Certifies that unless^thefwise's^ified in bioar4îrihe_^rk identified in 
block 1 land-desCfiSéd in block 12, has been performedTrrcornpliar^ with 
jba-eana3ian Aviation Régulations. 
~~~~—^ 


13b. Signature 
M/W. 13^'* 


13c. Approved Organization Number 


AMP 73-04 


~T4ljr-Sjgnature 
~T4c:^Appioyed OrganizatigriJiiumtjsr' 


Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
29 Sept 2016 
~~î4dr-NaQîe 
^—- 
^T4Br-DateMd/mmrn/yyyy) 
_.-------'' 


Installer Responsiblllties 


This certificate does not constitute authority to install. 


Installera working in accordance witti the national régulations of a country other than that specified in block 1 must ensure tiiat their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN: 


Aircraft: 
Description; 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
78634-01-00 
Eurocopter 
Forward Beam 
N/A 
White 
2016-99 


Model: AS350/355 


PO#: N/A 


/S) 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


1 
TSfiH'ol'OC? 


Z'&S Ça:- iP \ A/S I 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 


2016-18 
1 
Stop 
69830-21 


2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO# 
2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2016-0215 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Oty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies ttiat the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar--jri ^CAR 571.10 Maintenance Release 
^' 


□ Other regùîifiïJn-specified in blod<J2.— 


Certifies that unless^ttierwise^pecified in bioclr~13,4tiework identified in 
block 1 lansLdesCfiBéd in block 12, has been perfomiedlrTcomplianœ with 
Jt^^Snadian Aviation Régulations. 


13tx Stonature 
13c. Approved Organization Number 


AMP 73-04 


"T^tr-Signgture 
^ 
~T7tcrAppig\^ OrganizatioruNumtJër' 


l/cjf^ame 
Jeff Ciarke - AD02 


13e. Date (dd/mmm/yyyy) 
18Nov2016 
^T4dT-Natne 
^ "^rîter-DattWd/mmm/yyyy) 
,--— 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installers working in accordance with ttie national régulations of a country other than that specified in block 1 must ensure ttiat ttieir régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance wrth the applicable national régulations before the aircraft may be flown. 
^ 
"S 
of 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 
Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
13027 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


1 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Gountry 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


2016-0220 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
confomnity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a^-~in CAR 571.10 Maintenance Release 
^ 


□ Other regùlifiOn-speQfied in blockJ2-^'^ ' 


Certifies that unless^tîaerwtsS'specified in bioar"t2r4lie_^rk identified in 
block 1 land-desCfiBéd in block 12, has been performedlrTcompliance with 
JbB-eanadian Aviation Régulations. 
~~~ 
13W ^nature 
Wc/^ 


13c. Approved Organization Number 


AMP 73-04 


~T4t3:-Sigoat^e 
~T4crApproyed OrganizatiotLNunrtiër^ 


Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
18 Nov 2016 
~T4dr-Naiiie 
^ 
"^rîter-Datê_(dd/mmm/yyyy) ,,_-— 


Installer Responsibilities 
This certificate does not constitute authority to install. 


Installers working in accordance with ttie national régulations of a country otherthan that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


(^s 
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vr^s 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO# 
2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


1 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


[ 1. Approving Civil Aviation Authority/Country 


Transport Canada 
2 AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2016-0224 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar-~ClCAR 571.10 Maintenance Release 
^ 


□ Other regùiiïiïîn-spesàfied in 


Certifies that unlessothefwise'specified in biocIt-fârJhe^rk identified in 
block ll^nsldesCfiSéd in block 12, has been performedTfrcompljanoe with 
Jbs-ea7Ta5/ar) Aviation Régulations. 
~~~ 


13b. Signature 
il />/, 


13c. Approved Organization Number 


AMP 73-04 


~T4tjr-Sigi]ati^e 
^ 
~T4tz-Apptgyed OrganizatigrLNwntiëf^ 


TS^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
21 NOV2016 
^Î4cb-Nairie 
^— 
~T4er-DattWd/mmm/yyyy) __.^— 


Installer Responslbilities 
Ttiis certificate does not constitute authority to install. 


Installera working in accordance witti ttie national régulations of a country ottier than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


AlCvJ 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


-il 
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Approved Manufacturing Facility 73-04 
Form 2Ô.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3. Form Tracking No. 


2017-0041 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Maiaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a^~Q__CAR 571.10 Maintenance Release 
^ 
' 
□ Other reguialiîîn-specifi^ in blockJ2.—-- 


Certifies that unless^tberwisg'specified in biocR~f2r.ttiewrk identified in 
block 11anstdescn6éd in block 12, has been performedlîTcofnpliance with 
jjM-Bsfiadian Aviation Régulations. 


13b^ Signature 
13c. Approved Organization Number 


AMF 73-04 


~T4t;r-Stgnati^ 
^ 
~T4crApproy^ OrganizatiooMmitJër^ 


là»/lame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
30 Jan 2017 
^Î4dr-Natiie 
^Tïer-DattJdd/mmm/yyyyl 
,^— 


installer Responsibilities 
This certificate does not constitute auttiority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Rev. 1, 30/01/2017 - Form tracking # (block 3) corrected; Signature date (block 13e.) updated to today. 
|vO 
73-04 
on 


tiït-m (ki( 


1. Approving Civil Aviation Authority/Gountry 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fomi Tracking No. 


2016-0224 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. StatusANork 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar-~Q_CAR 571.10 Maintenance Release 
^ ^ 
□ Other regùlàïïOn-specifi^ in blockji^^^^^ 


Certifies that unless^therwisffs^ified in bioarfSrIhewrk identified in 
block 1 lanîLdesCfiBéd in block 12, has been performedltTcofBpliance with 
Jbe-GaTrad/an Aviation Régulations. 
^ 


13b. Signature 
. 
ÊrU- ^ 


13c. Approved Organization Number 


AMF 73-04 


~T4t>r-Sigi!a^e 
^ 
~T4crApptoyed Organizatio£uNumt3ër' 


13^(/Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
21 NOV2016 
^T4dH4atne 
^— 
~T4er-0attWd/mmm/yyyy)___-—— 


installer Responsibllities 
This certificate does not constitute authority to instatl. 


Installera working in accordance witti the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


>c (-TA 
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A) 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 
White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO# 


2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 
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- Oi —dKÎ? 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


I Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0054 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


1 G. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
bTi 


^Î4a^-CL.CAR 571.10 Maintenance Release 
□ Other regùîifRsn-specifi^ in 


Certifies that unless^therwise'specified in bioari2^ttie_^rk identified in 
block 11arjsLdestffl6éd in block 12, has been performedlfTcoraplianœ with 
tbe-CafTadi^r? Aviation Régulations. 
13b. aanature 
7S-0A 
13c. Approved Organization Number 


AMP 73-04 


"~T4tJr-Signature 
~T4crAppioyed Organi2atioo3lumbgf^ 


pdyName 
Jeiï Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
31 Jan 2017 
"T^tdr-Nairie 
^T4eT-OattWd/mmm/yyyy1 __—' 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


A) 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description; Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO# 


2016-18 
1 
Stop 
69830-21 


2016-61 
1 
Knob 
69830-22 


15071 
1 
Spring 
69878-01 
13027 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS2104403 


( 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fomi Tracking No. 


2017-0000 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4aT-~jri CAR 571.10 Maintenance Release 
^^ ^ 


□ Other reguiiîiïSTt-speQfied in blockJZ-— 


Certifies that unless^ttjefwisÇs^ified in bioctrfîrJhe^rk identified in 
block 11and-desCfi6éd in block 12, has been performedlFTcomplianœ with 
ibe-eaf?aS/arj Aviation Régulations. 


13b. Stoature 
13c. Approved Organization Number 


AMP 73-04 


~T4t}7-Sigtiat^e 
^^ ' ~T4rr-Appj2yed OrganizafooJslumbSr' 


UJmame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
01 Feb2017 


installer Responsibllities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may t>e flown. 


Ice 6fU5 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
~W0#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78634-01-00 
Eiu-ccopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Quantity: 
PN: 


Aircraft: 
Description: 
• Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


l 
78634-01-00 
Eurocopter 
Forward Beam 
N/A 
White 
2016-99 


Model: AS350/355 


PO#: N/A 


/5) 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


Qi 
~T 
'0 
i --on 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Stop 
69830-21 


2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
13027 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS21044C3 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


J 
"v-fcîO PiV) 


1 


1 
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K»^o K 


1 So >/ 
1 


1 
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1 -^rX^T 
1 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


2017-0067 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


3 


10. Serial/Batch No. 


N/A 


11. StatusA/i/ork 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
TOnformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


'~T4a^4ri CAR 571.10 Maintenance Release 
^^ 


□ Other reguiiïrert-specified in blockJZ--"''^ 


Certifies that unlessotfieiwtsg'specified in biocR~t2rilïe^rk Identified in 
block 1 l^nidescfibed in block 12, has been performedTfrcornpljanœ with 
tbs-CafTad/ar? Aviation Régulations. 
r\j 
13b, Signature 
ÊCai. 


13c. Approved Organization Number 


AMP 73-04 


~T4t)r-Signati^e 
^ 
^ ~T4crAppi[gyed OrganizatignJiluiTrtJër' 


l^/Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
02 Feb 2017 


^îïdr-NaiTie 
—— ^T4Br-Datg_{dd/mmm/yyyy)__-— 


installer Responsibilities 
This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
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ForWO# 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


1 Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fomn Tracking No. 


2017-0075 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity te; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^î4a>~CL.CAR 571.10 Maintenance Release 
^ 


□ Other regùlàfiOrr-speeified in blockjl2—— 


Certifies that unless^ttjerwise's^ified in bioclr"t2r-ttiewrk identified in 
block 1 land-desCfiBed in block 12, has been perfonriedlfTcomplianœ with 
Jb®-Gar7a5/an Aviation Régulations. 
— 
r*-J 
13b. Sionature 
' ^ , 
iFùic 


13c. Approved Organization Number 


AMP 73-04 


~T4tr-SignaU^ ^ 
~T'4crApptoyed Organizatiofl.NumtJër' 


IJf^ame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Feb2017 
^T^dr-Natrie 
^ 
"T^er-Datg^d/mmm/yyyy) 
,..—— 


Installer Responsiblllties 


Ttiis certificate does not constitute auttiority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may t>e flown. 


co 


V 
^ 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: lnfo@aerodesign.ca 


AMF 73-04 
Nomenclature: 
No. of pièces: 
^ 


Manufacturer: 
. 
Part No.: 4?^S 
3^3- 
Sériai No.: 
A^Sa/ 
TTSN: 
Af/i- 
TSO: 
a'/A- 
Rem.: 


Remaining Tasks to be Performed: 


Signature: m C/Ak. - 
PO 
Date: 
18 Mj 
Lie. No./SCA 
73-04 
Form# 20.E.02 
Rev. 1 24 A[^^2oi4 


OJ 


ro 
WorkOrderNo.: 3Cilb-bl 
CU 
U 


Q) 
tO 


Q) 


(D 
Q) 
U 


</) 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


Remarks 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Stop 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
13027 
1 
Screw 
10-32x3 
13048 
1 
Nut 
MS21044C3 


1 


Approved Manufacturing Facllity 73-04 
Form 20.F.CI6 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0086 


4. Organization Name and Address 
' 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^T4ar-~CILCAR 571.10 Maintenance Release 
^ 
^ 


□ Other regùiàîiOrr-specifîed in blockJ2— 


Certifies that unless^tbefwtsS'specified in bioclr~12r4he^rk identified in 
block 1 land-desCflBéd in block 12, bas been performedlrTcomplianœ with 
Ji»-eanadian Aviation Régulations. 
^ 


13b. Signature 
13c. Approved Organization Number 


AMP 73-04 


~T41jr-SigQa^e 
^ 
~T4crAppioyed OrganizatiorLNumbër^ 


^MLame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
14 Feb 2017 


"~T4dr-NaiT;e 
^î4er-DattJdd/mmm/yyyy1 
___--—^ ' 


Installer Responsibilities 
This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


s(l\ 


/S) 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Pin 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


1 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Foim Tracking No. 


2017-0089 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies ttiat the items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
h./\ 


^T4ar-CL.CAR 571.10 Maintenance Release 
^ ^ 


□ Other reguiiîiOn-specified in 


Certifies that unlessrttieiwisS'specified in bioclr+2r4fie^rk identified in 
block 1 larTftdesCfiÊéd in block 12, bas been performedltTcomplianœ with 
tiis-CSnadian Aviation Régulations. 


13c. Approved Organization Number 


AMP 73-04 


~~T4t)r-SignatiKe 
^^— 
~T4crApprgyed OrganizatigrLNumtJëi^ 


Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
23 Feb 2017 


^Î4dr-Narne 
^~T4er-Datg^d/mmm/yyy^____— 


Installer Responsiblllties 


Ttiis certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations befbre the aircraft may be flown. 


Aero Design 


Parts Distribution Sheet 


WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


1 
~ï^^/iH-ûhoO 


i 
^TvP 


1 
hLJo6 
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1 
^CttcU 
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-1 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Countty 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0101 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Numiser 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 
A/S 


^Î4a^-C]CAR 571.10 Maintenance Release 
^ 


□ Other reguiàïîîJn-specified in blockj^-^-"'' 


Certifies that unless^tberwise'specifïed in blocin^rlht.^'^ identified in 
block tljod-desCfiSédin block 12, has been performedlfTcompliance with 
Jbe-6af)a5/ar? Aviation Régulations. 


13b,iStgnature 
. 
M fA-C. 
02 


13c. Approved Organization Number 


AMP 73-04 


~T'4tr-Sigtia^e 
^ 
~T4crApptoyed OrganizatioruNumtlër^ 


rary Name 
Jeff Ciarke - AD02 


13e. Date (dd/mmm/yyyy) 
01 Mar2017 


^T4dr-NaiTie 
~'T4e>Date_(dd/mmrrVyyyy)_^__------'^ 


installer Responsibilities 
This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


^/L6oS 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
5ûlt - S 9 
1 
A('-^ rbJi) Ùk/hh 
7îé 3^-el-ûO 


1 
"S-wf Fl'^i 
fn^à^o-ai 


(ci 
1 
i<^fuOh 
iroii 
1 
S r 


1 
élC-l^iZ LClninji/c<a.i 
llnÙirO 
1 
.Mot 
1 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonm Tracking No. 


2017-0106 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^î4ar—OCAR 571.10 Maintenance Release 
^ 


□ Other reguiiïiOrt-specified in blockJ2--^—^ 


Certifies that unless^ttierwise'sp^ified in biocin2rlhe_^rk identified in 
block 1 land-desiffiBed in block 12, bas been performedlrTcornpliance with 
Jbe-6a?7a5iar? Aviation Régulations. 
_ 


13b. £ia/lature 
iïfy.i. 


13c. Approved Organization Number 


AMP 73-04 


~T4t)r-Stgflature 
^^ 
~T4crApptowd OrganizahooJiiwntiër' 


niHjame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
01 Mar2017 
""f^ch-Naine 
^ 
^ 
—' ' 


Installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


MfL 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


-\ 
Aero Design 


Parts Distribution Sheet 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 


1 
7'îé j^-o/-cO 
Sbih->s^ 
■ t2 ûç 
P'i<i 
~ 9-1 
(, «îo- 
iro7i 
STP^Ia/', 
ILOiL 
hIc-ZuZ cVi-">U'X(cuf 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0111 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


4 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies ttiat ttie items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a>-L3__CAR 571.10 Maintenance Release 
^ 


□ Other reguiifîan-speQfied in blockJ2'^ 


Certifies that unless^therwrse'specified in biocR~f2r4tiewrk identified in 
block 1 land-desCnSéd in block 12, has been performedlrTcofnpliance with 
ibs-earTaS/an Aviation Régulations. 


13b. Sanature 
ïïaL 


13c. Approved Organization Number 


AMP 73-04 


~T4tir-Signature 
^^ "T^îCrAppcoyed OrganizatioDJiufntJgr' 


IUlL ^ 
\JW^ 
liaiName 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
02 Mar2017 
~T4dr-Naii!e 
^^^Pter-Datg^d/mmm/yyyyl 
.^-.^— 


Installer Responsibilitles 


This certificate does not constitute auttiority to install. 


Installera working in accordance with the national régulations of a country ottier than that specified in block 1 must ensure ttiat their régulations recognize 
certifications from ttie country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
78634-01-00 
Eurocopter 


Forward Beam 
N/A 
White 
2016-99 


Modal: AS350/355 


PO#: N/A 


/5) 


Quantity: 
PN: 


Aircraft: 
Description; 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 
White 
2016-99 
PO#: N/A 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Forward Beam 
N/A 


White 
2016-99 


Model: AS350/355 


PO#: N/A 


Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 
Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River BC 
V8A 0G3,604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Mode!: AS350/355 
Forward Beam 
N/A 
White 


PO#: N/A 


Aero Design 


Parts Distribution Sheet 


WO# 


From PO or WO# 
Quantity 
Description 
Part Number 
For WO # 
- S" 9 
r/vA 
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' 
1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


2017-0120 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


1 G. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
confomity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^Î4ar--CZ1CAR 571.10 Maintenance Release 


□ Other reguIifiOn-specified in blockJZ^— 


Certifies that unless^ttiefwise's^ified inbiocR-lÎT-tlie^rk identified in 
block 11and..desiST6éd in block 12, has been performedlrTcompliance with 
tbe-Sanadian Aviation Régulations. 


13b/, Signature 
• 
M 
r 
73-0*» 


13c. Approved Organization Number 


AMP 73-04 


~l4tTr-Sigt!a^e 
^—— 
~T7ïcrApptoyed OrganizatigrLNwntiëF' 


I^^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
14 Mar2017 
^T4dr-NatTie 
^ 
~T4er-Datt_(dd/mmm/yyyy1 __— 


Installer Responslbilities 
This certificate does not constitute auttiority to install. 
Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


t(ICil -Îl-L/Mou l^artvtTF^ 


Jfl-M-a/WDS 
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Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Pin 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


/ 
Çuj\ BcnfrrAi 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approvlng Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0136 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. StatusA/Vork 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safé opération. 


D 
Non approved design data specified in block 12. 


^T4a^-Q__CAR 571.10 Maintenance Release 
^ 


□ Other regùiiîiSrr-speGified in blockj^^^"^' 


Certifies that unless^tberwtsë'specifîed in biocin2r4tie^rk identified in 
block 11aniLdescfifiéd in block 12, bas been performedTrTcomplianœ virith 
JbB-esnadian Aviation Régulations. 


13b, Sigrnature 
If/'jl/. 'm"" 


13c. Approved Organization Number 


AMP 73-04 


~T4trr-Sigfla^e 
^— 
"T^te-Apprgx^d OrganizationJiuflTbër' 


I^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Apr2017 
~T4dr-NaiTie 
^^ ~T4Br-DateJdd/mmm/yyyy)^__—-— 


Installer Responsibllities 


This certificate does not constitute authority to install. 
Installers working in accordance witti the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may tie flown. 


jp KC/6/V/urt- 


Quantity: 
PN: 


Aircraft; 
Description; 
Supplier: 


Coior: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


2016-18 
1 
Pin 
69830-21 


2016-61 
1 
Knob 
69830-22 


15071 
1 
Spring 
69878-01 
16016 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


f 
-rfé3Y-o\-oo 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fomi Tracking No. 


2017-0142 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the Items identified above virere manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a^^lCAR 571.10 Maintenance Release 
^ 


□ Other reguiifirJrr-specified in blockjLZ^^"'^' 


Certifies that unlessottierwtsS'^^cified in biocR-t^r^tiework identified in 
block 11ancLdesCnbéd in block 12, bas been performedTfTcoiBpliance with 
jb»-Ganadian Aviation Régulations. 
13b. Siqnature 
AO 
llrf.c 


13c. Approved Organization Number 


AMP 73-04 


~~T4tr-SigQati^e 
^— 
~T7tcrApproyed Organization-NumtJëF' 


1 
M^me 
Jefr Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
12Apr 2017 


~~î4ch-Natrie 
~T4er-DatgWd/mmm/yyyy) .._— 
' 


Installer Responsibilities 


Ttiis certificate does not constitute auttiority to install. 


Installera working in accordance witti the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Qu^tity: 
PN: 


Aircraft: 
^Description: 
Supplier: 


Coior: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Pin 
69830-21 


2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


/ 
■ 7&ÙT>i-ol 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


/S) 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


2016-18 
1 
Pin 
69830-21 


2016-61 
1 
Knob 
69830-22 


15071 
1 
Spring 
69878-01 
16016 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0147 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies ttiat the items identified above were manufactured in 
conformity te: 


B 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^r4a^~CIL^R 571.10 Maintenance Release 
^ 


□ Other regùîifiOrt-speeified in blockJ2'-^ 


Certifies that unless^tbenivtse'specified in biociriSr-ttiework identified in 
block 11anji.destaï6éd in block 12, bas tieen perfomriedTfTWfnplianœ with 
JbB-esnadian Aviation Régulations. 
— 


13b. Signature 
_ 
13c. Approved Organization Numtier 


AMF 73-04 


"~T4tjr-Signa^e 
^ ^ "T4tr-Apptg\^ Organizat|oriJilufni3Si^ 


W/fiame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
13Apr2017 
"^4^17-143036 
^—' "T'4Br-Datg^d/mmm/yyyy) 
__-— 


Installer Responsibllities 
This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an Installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


(jo^CLo/J ff£U C^'ptn.S, 


I 
À 


Quantity: 
PN; 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 


1 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 


White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
1 
Pin 
69830-21 
2016-61 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
16016 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


f 
Hpù 6<£?^ 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0159 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity te; 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a^~CLCAR 571.10 Maintenance Release 


□ Other reguîiïîSit-specified in blockJ2^- 


Certifies that uniessotberwtse'specified in bîoctn^r-ttiewrk identified in 
block 1 land-desCnBéd in block 12, has been performedlfTcompJianœ with 
Ji»-e^îa3ian Aviation Régulations. 


13b. Signature 
13c. Approved Organization Number 


AMP 73-04 


~T4tj:-Sigriat^e 
^ 
~T4crApptoyed Organizat|oQjJ«mbSr^ 


13dm/me 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
24 Apr2017 
~T4dr-Waaje 
^ ~T4er-DatêMd/mmm/yyyy1 ,„ 
' 


Installer Responslbilities 
Ttiis certificate does not constitute auttiority to install. 


Installera working in accordance witti ttie national régulations of a country other ttian ttiat specified in block 1 must ensure ttiat ttieir régulations recognize 
certifications from ttie country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


/5) 
Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3,604-483-AERO (2376) 
Quantity; 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


1 


78634-01-00 
Eurocopter 


Forward Beam 
N/A 
White 
2016-99 


Model: AS350/355 


PO#: N/A 


Quantity: 
PN: 


Aircraft: 
Description: 
Supplier: 


Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


1 
78634-01-00 
Eurocopter 
Forward Beam 
N/A 


White 
2016-99 


Model: AS350/355 


PO#: N/A 


/S) 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
2016-18 
4 
Pin 
69830-21 
2016-61 
4 
Knob 
69830-22 
15071 
4 
Spring 
69878-01 
16016 
4 
#10-32x3 Screw 
commercial 
16080 
4 
Nut 
MS21044C3 


Si 
r-cxD 


Approved Manufacturing Faciiity 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


"Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0182 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Maiaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2016-99 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78634-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies thatthe items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^r4a^~CLCAR 571.10 Maintenance Release 
^^ 


□ Other regùiaïRjn-specified in blockJ2—— 


Certifies that unless^tbewvrsS'spécified in biocirt2r-Uiewrk identified in 
block 1 land-destaîHéd in block 12, has been perforrtiedTrTcofnpljanœ with 
Jtre-eanad/ar? Aviation Régulations. 
ISb.Simature 
^0 
f ^ 
. 73-04 


13c. Approved Organization Number 


AMP 73-04 


~T'4tr-S4giîati^e 
^ 
' ~~T4tr-Appjoy^ Organizat|on_N«mt3ër^ 


lad/Name 
^ 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 May 2017 
"T4dr+laQTe 
^ 
~T^tBr-Date_(dd/mmm/yyyy)___,..------ ^ 


installer Responsibllitles 


This certificate does not constitute authority to install. 


Installera working in accordance witti the national régulations of a country ottier than that specified in block 1 must ensure ttiat their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Aero Design Ltd. 
yT 
9888 A Malasptna Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: infodiaerodesign.ca 
AMF 73-04 
Nomenclature: 
No. of pièces: 
-fe do^- 
Manufacturer: 
OcS^6a7 


Part No.: 
Sérial/Batch No.: 
U) 
(/) 
TTSN: 
a;/a 
TSO: 
/o/zf- 
Rem.: ajU 
CU 
U 
WorkOrder No.: ^ 
lin'"i^ 
g 
Remaining Tasks to be Performed: 
V 


Signature 
Date: 
' 
o3 
Lie. No. /SCA Aùo^ 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


, 
Remarks 
V) 
0) 


Quantity: 
PN: 


Aircraft; 
Description: 
Supplier: 
Color: 
WO#: 


Aero Design Ltd. 
9888 A Malaspina Rd., Powell River, BC 
V8A 0G3, 604-483-AERO (2376) 


78634-01-00 
Eurocopter 
Model: AS350/355 
Forward Beam 
N/A 
White 
2016-99 
PO#: N/A 


Aero Design 


Parts Distribution Sheet 


Description: AS350 Forward Beam 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 


1 
Forward Beam 
78634-01-00 
Ib -(Ç- 
1 
Stop Pin 
69830-21 
- é> 1 
1 
Knob 
69830-22 
VSoil 
1 
Spring 
69830-23 


1 
#10-32 X 3 C'sunk 88 Screw 
commercial 


1 
Nut 
M82104403 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


